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ABSTRACT 0F THE DISCLOSURE 
Terminal applicator for applying terminals in the form 

of a continuous belt has crimping die and crimping anvil 
movable relatively towards and away from each other. 
Belt of terminals is fed along feed path extending behind 
the dies to present the leading terminal on the belt to- the 
dies. After crimping, the terminal feed means moves 
laterally of the feed path away from the dies while the 
terminal is held between the crimping dies so that the 
crimped terminal is broken away from, and thereby re 
moved from, the belt. In one embodiment, ejector arm 
mounted in front of the die is moved laterally after crimp 
ing to move crimped termination from between the dies. 

It is now common practice in the art of crimped elec 
trical connections to provide many types of crimpable 
connecting devices on a continuous belt of plastic or thin 
metal. The terminals are loosely secured to the belt in a 
manner such that they can be fed to a crimping apparatus 
and the leading terminal of the belt crimped onto a wire 
at which time it is removed from the belt. 
The present invention relates to an improved applicator 

for crimping electrical terminals or the like in the‘form 
of a continuous belt onto the ends of wires and substan 
tially simultaneously removing the crimped terminations 
from the belt. It is accordingly an object of the invention 
to provide an improved applicator for crimping electrical 
terminals onto the ends of Wires. A further object is to 
provide an applicator having an improved means for feed 
ing a belt or the like of electrical terminals to the crimping 
zone of the applicator. A still further object is to provide 
an applicator for crimping terminals, mounted on a con 
tinuous belt,` onto wires and removing the crimped ter 
minations from the belt at the time of crimping. A still 
further object is to provide a crimping apparatus which 
is substantially foolproof in that it can be operated by an 
unskilled or semiskilled technician with the minimum of 
supervision or training. 

These and other objects of the invention are achieved 
in a preferred embodiment thereof comprising upper and 
lower crimping dies which are movable relatively towards 
and away from each other to crimp an electrical con 
necting or terminal device onto the end of a wire. The con 
nectors or terminals are fed to the device in a form of a 
continuous belt of plastic, or the like, having the ter 
minals secured to one surface of the belt in side-by-side 
spaced-apart relationship with their axes extending later 
ally of the length of the belt. The preferred form of feed 
ving means comprises a pair of sprocket wheels coupled 
to each other by a feed belt having teeth on its external 
surface which are adapted to enter perforations in the 
terminal belt. One of these sprocket wheels is driven, by 
a mechanism concatenated with the press ram, so that the 
belt is intermittently moved along a continuous path whic'h 
extends behind the crimping dies in a manner such that 
the leading terminal of the terminal belt is presented to 
the dies during each operating cycle, The feeding means 
is movable between first and second positions, the location 
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of the feeding means when in its first position being ad 
jacent to the path of movement of the crimping dies so 
that the leading terminal of the terminal belt or tape is 
between the dies. After the leading terminal has been 
crimped onto a wire, and while the dies dwell briefly in 
their closed condition, the feed mechanism including the 
feed belt, moves laterally with respect to the path of belt 
fed away from the crimping dies to its second position. 
Since this movement of the terminal belt takes place while 
the previously crimped terminal is being iheld between the 
closed dies, the crimped termination is broken from the 
belt as the feed belt moves laterally away from the dies. 
In accordance with the preferred embodiment, an ejector 
arm moves laterally with respect to the axis of the leading 
terminal immediately after the dies move apart so that the 
crimped termination is displaced laterally of the path of 
movement of the dies thereby to clear the crimping zone 
for a subsequent terminal belt feeding operation and 
crimping operation. 

4In the drawings: 
FIG. 1 is a sectional side view of a preferred form 

of terminal applicator mounted in a crimping press in 
accordance with the invention, this view showing the posi 
tions of the parts at the beginning of the operating cycle; 

FIG. 2 is a side view, on an enlarged scale, of the ap 
plicator portion of the apparatus; 

FIG. 3 is a front view of the applicator portion of the 
apparatus showing the positions of the parts at the begin 
ning of the operating cycle; 

FIG. 4 is a fragmentary perspective view of the ap 
plicator showing the terminal belt feed mechanism and 
the crimping dies, the crimping dies being elevated from 
their normal positions in the interest of clarity; 

FIG. 5 is a sectional side view taken along the lines 
5-5 of FIG. 3 but showing the positions of the parts im 
mediately after the leading terminal of the belt has been 
crimped onto a wire and prior to removal of the crimped 
terminal from the belt; 

FIG. 6 is a view similar to FIG. 5 but showing the posi 
tions of the parts after the belt has been moved away 
from the crimping zone to break the crimped termination 
away from the belt; 

FIGS. 7 and 8 are views taken along the lines 7_7 
and 8-8 of FIG. 2 and showing respectively the drive 
sprockets for the belt feed mechanism and the actuating 
means for these drive sprockets; p 
FIG. 9 is a View taken along the lines 9-9 of FIG. 

3 showing details of a lifting mechanism for raising the 
upper or movable crimping dies away from the lower 
or fixed dies for servicing or threading purposes, this 
view showing the positions of the parts when the dies 
are in their lowered or normal positions; and 
FIG. 10 is a view similar to FIG. 9 showing the 

positions of the parts when the movable crimping dies 
are in their raised positions. 

Referring first to FIG. 4, a typical form of terminal 
belt comprises a relatively wide strip 4 of suitable plastic 
such as Mylar (polyethylene terephthalate) and a rela 
tively narrow strip of the same material 6 which extends 
along one edge of the wide strip. The ring tongue por 
tions 8 of the terminals are held against the surface of the 
wide plastic strip 4 by the narrow strip 6 which is bonded 
as by welding at discrete locations surrounding the ter 
minal tongues 10. The neck portions 12 of the terminals 
extend laterally beyond the wide plastic strip 4 and 
merge with the barrel portions 14 of the terminals. The 
wide strip `4 of plastic has spaced-apart perforations 11 
along its one side ‘which are adapted to be engaged by 
suitable teeth of the feeding mechanism when the strip 
or belt is is placed in an applicator. The barrel portions 

Vof the terminals are adapted to be crimped onto the 
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exposed core 16 and the insulation 18 of a wire during 
a crimping operation which the belt is fed towards the 
crimping zone of the applicator. It will be understood 
that a wide variety of types of terminal devices (in 
cluding splices) are commercially available in belt form 
as generally illustrated although the details of the different 
types of terminals will differ from those shown in the 
drawing. The term “terminals” is used as a matter of 
convenience herein and is intended to include all types 
of connecting devices. 

Referring now to FIG. l, the disclosed embodiment 
of the invention ̀ comprises a press 20 having a suitable 
housing 22 with a channel-shaped casting 24 mounted 
against one side thereof and defining a gap 26 which the 
application for crimping the terminals onto the wires 
is mounted. The applicator is supported on an additional 
frame member 28 having a face portion 30. The press 
ram 32 is slidably mounted in a guide means above 
the gap 26 and is coupled by means of a link 34 to 
one arm 36 of a bell crank. This bell cran-k is pivoted 
at its elbow 38 in the press housing and has a rearwardly 
extending arm 40' which is coupled by means of a ball 
joint 42 to a connecting rod 44. The lower end of 
this connecting rod is coupled by means of a ball-joint 
46 to a plate 48 eccentrically mounted on a shaft 50, 
a conventional single revolution clutch 52 being provided 
on the shaft to drive it through a single revolution when 
a suitable switch, such as a foot switch is energized. 
The shaft 50 has a flywheel 54 on its end which is 
coupled by means of a belt 56 to electric motor 58. 
It will thus be apparent that the motor and the ñywheel 
rotate continuously and that during each operating cycle, 
the technician causes the clutch 52 to be engaged thereby 
to -rotate the plate 48 and move the connecting rod 44 
downwardly as viewed in the drawing then upwardly. 
It should be mentioned at this point, that at the beginning 
of the operating cycle, the ram 32 is in a partially lowered 
position rather than in its raised position for reasons 
which will be explained as this description proceeds. 
The terminal belt 2 is fed through the gap 26 of 

the apparatus by means of a pair of spaced-apart sprocket 
wheels 60, 62 (FIGS. 3 and 7) mounted on parallel 
spaced-apart shafts 68, 70 in recesses 64, 66 of a mount 
ing block 72, this mounting block being rearwardly 
movable as will be described below. The right hand 
sprocket as Iviewed in FIG. 7, 62 is driven in a manner 
which will be described below and the two sprockets are 
coupled by means of a feed belt 74 which passes through 
a recess 76 on the upper side of the block 72. Feed belt 
74 has internal teeth 78 on its underside which are en- » 
gaged with sprocket teeth 80 of the two sprocket wheels. 
Belt 74 also has relatively large spaced-apart teeth 82 
on its external surface which are adapted to enter the 
spaced-apart perforations 11 of the terminal belt 2 and 
pull the belt through the crimping zone during operation. 
As will be apparent from FIG. 7, a relatively large 
number of the teeth 82 are in engagement with the 
terminal belt 2 at all times so that the danger of a 
break-down as a result of tearing or an imperfection in 
the terminal belt 2 is minimized. 
The sprocket 62 is mounted on the shaft 70` by means 

of a one-way clutch 86 and the shaft 70 has a drive 
sprocket 84 mounted on this clutch immediately behind 
the driven sprocket 62. The drive sprocket is intermittently 
indexed by means of a detent 88 mounted in a recess 90. 
This recess is provided in the cross-member of a yoke 
92, the detent 88 being resiliently biased towards the 
drive sprocket by means of a suitable leaf spring 96 
on >the external surface of the yoke 92. The yoke 92 
has an arm 100 which extends behind the rearwardly 
facing surface of the block 72 and a pin 102 mounted 
in this block extends through an opening in the arm 
100, the arrangement being such as to permit rearward 
motion of the block 72 in a manner which will be 
described below. 
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A pin 102 is mounted in, and extends from, the arm 
100 and a clevis block 98 is pivotally mounted on this pin. 
A connecting rod 104 is pivoted to the block 98 and ex 
tends downwardly towards the base of the press. The lower 
end of this connecting rod is pivotally connected at 106 
to a lever 108, this lever being pivoted intermediate its 
ends at 110 to a bracket 112 secured to the side of the 
press housing. The rearwardly extending arm of the lever 
108 is pivoted at 114 to an upwardly extending connect 
ing rod 116 and the upper end of this rod, in turn, is con 
nected by a weldment 117 to a feed actuator arm 118 
(FIGS. l, 2 and 3). The feed actuating arm 118 is pivoted 
at 120 to a bracket 122 secured to the side of the press 
housing. This arm, 118, extends leftwardly as viewed in 
FIG. 3 through the press housing and has a bearing block 
124 secured to its inner end. A rod 126 extends slidably 
downwardly through an opening in block 124 and has a 
clevis 128 on its upper end by means of which it is piv 
otally connected at 130 to the arm 40 of the previously 
identiñed bell crank. A spring 132 surrounds the rod 126 
and bears against the clevis 128 and against the surface of 
the block 124 to permit overtravel of the rod 126 when 
the arm 118 moves against an adjustable stop 134 mounted 
on the frame casting 24. 
At the beginning of the operating cycle, the bell crank 

arm 40 will have swung through a clockwise arc from its 
upper limit of travel, the upper crimping dies will be par 
tially lowered, and the arm 118, will be against the stop 
134. During the crimping cycle, the arm 40 moves fur 
ther downwardly and the rod 126 is moved downwardly 
through the block 124, the spring 132 being compressed 
during this portion of the cycle. When the bell crank arm 
40 subsequently moves upwardly as viewed in FIG. l, 
after the terminal has been crimped, the spring 132 re 
turns to its normal position and the arm 118 is then 
swung through a slight arc about its pivotal axis 120. 
Connecting rod 116 is moved upwardly as a result of such 
upward movement of arm 118 and the arm 104 is moved 
downwardly (see FIG. 2) thereby to index the drive 
sprocket 84 and the feed sprocket 62. As will be explained 
more fully below, after the arm 40 reaches the upper limit 
of its travel and then moves downwardly until the feed 
arm 118 is again located against the stop 134. Feeding 
of the bell thus takes place during the ̀ final portion of the 
operating cycle but before the cycle is completed. 

During each operating cycle, the terminal tape 2 is 
advanced over the upper surface of the block 72 by an 
amount equal to the spacing between the individual ter~ 
minals on the tape. Advantageously, an apron 136 is 
provided on the front edge of the block 72 and this apron 
extends rightwardly and laterally in FIG. 4 beyond the 
edge of the block as indicated at 139 so that the tape, 
from which the terminals have been removed, will be 
led away from the operating or crimping zone of the ap 
paratus. It will also be noted from FIG. 4 that a guide 
means for guiding the tape towards the operating zone 
is provided in the form of a bent rod 135 secured to a 
bracket 137 which is fixed to the front face of block 72. 
The terminal belt 2 is held against the upper surface 

of the apron 136 by means of a retaining plate 138 hav 
ing a groove 140 on its underside which is adapted to 
receive the upper edges of the teeth 82 of the feed belt. 
The retainer plate 138 normally occupies the position 
shown in FIG. 5 ‘but is pivotally mounted at its right hand 
end as viewed in FIG. 5 by means of arm 144 which ex 
tend on each side of the upstanding ears 144 of a bracket 
146. When the applicator is deactivated for servicing pur 
poses, or to thread a new section of terminal tape through 
the feed mechanism, this plate is raised in a manner which 
will be described below. 
The block 72 has a rearwardly extending recess 158 on 

its underside which is lined with a suitable wear-resistant 
material 163 as shown in FIG. 4 and which straddles a 
fixed support or guide block 160. The rearward end of this 
support block is, in turn, supported 0n a block 162 and 
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secured and positioned by a fastener 166 which extends 
through the blocks 160, 162 and into an applicator base 
block 164. The applictor base block, in turn, is mounted 
on the upper surface of the frame section 28. The left 
hand end of the support block 160 is supported on the 
upper surface 168 of a support block 170 which is mount 
ed on the frame member 28 and has forwardly extending 
feet 172 which are secured to the plate 30 by means of 
suitable fasteners 174. The lower or fixed crimping die 
4176 for crimping the barrel portion of a terminal onto 
the insulation of a wire and the wire barrel crimping die 
178 are secured on the upper surface of the support block 
160 and iixed by means of a fastener 182 to a rightwardly 
extending arm 180 of an additional tooling support block 
184, this block being mounted on and secured to the 
previously identified support block 170. 
The feed support block 72 is slidably mounted on the 

fixed block 160 and moved rightwardly as viewed in 
FIGS. 5 and 6, during each operating cycle, to sep 
arate a crimped terminal from hte terminal tape. Such 
rightward movement of the block 72 is achieved by means 
of a connecting rod 148 which is pivotally mounted be 
tween ears on the bracket 146 and which extends through 
an opening in the frame section 24 as shown in FIG. 1. 
The right hand end of the connecting rod 148 is pivotally 
connected at 150 to a lever 152 which extends upwardly 
as viewed in FIG. 1 and is pivoted to a bracket 153 fixed 
to the frame. The upper end of the lever 152 has a cam 
roller 154 thereon which is adapted to be engaged by a 
cam plate 156 mounted on the periphery of the plate 48, 
which, as noted above, is secured to the shaft 50. It will 
be apparent from FIG. 1 that during each complete 
revolution of the shaft 50, the cam plate 156 will cause 
the lever 152 to swing through a slight counterclockwise 
arc about its pivotal axis thereby moving the connecting 
rod 148 rightwardly and moving the feed mechanism sup 
port block 72 from the position of FIG. 5 to the position 
of FIG. 6. Since the hold-down plate 138 is mounted on 
the support block 72 by means of a bracket 146, it also 
moves rightwardly during this interval. 
As also shown in FIG. 5, the feed mechanism support 

block 72 is normally biased leftwardly, that is, to its 
forward position relative to the front of the applicator, 
by means of a spring 155 having one end secured to a pin 
157 mounted in the base plate 164 and having its other 
end secured to a pin 159 which extends downwardly 
from a bracket 161, this bracket being integral with the 
block 72 and extending downwardly besides the fixed 
support block 160. As will be explained more fully below, 
rightward movement of the feed mechanism support block 
72 takes place while the dies are in their closed positions 
and the crimped terminal is being held between the fixed 
and movable dies so that the terminal will be broken 
away from the rightwardly moving (as viewed in FIG. 5) 
belt. 
The upper or movable crimping dies 186, 188 are 

mounted by means of a fastener 190 on the face of 
a die mounting block y192 which has a lost motion con 
nection with the press ram 32. This lost motion connec 
tion comprises a pair of upwardly extending arms 194 
on each side of the die mounting block which are slidably 
received in vertical slots 196 on the sides of the ram 32. 
Transversely extending slots 200 are provided on the 
ram sides intermediate the ends of the slots 196 and pins 
198 extend through the arms 194 and into these slots 
thereby to permit a limited amount of lost motion between 
the die mounting block and the press ram. The die mount 
ing block is normally biased downwardly to the position 
shown in FIG. 4 by means of a coil spring 202 which 
extends into aligned recesses on the lower side and upper 
sides respectively of the press ram of the die mounting 
block. During downward movement of the ram, this 
spring is compressed as shown in FIG. 5 and the pins 
198 move relatively upwardly in the slots 200 until the 
lost motion has been taken up. 
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As previously noted, FIG. 3 shows the positions of the 
parts at the beginning of the operating cycle at which 
time an uncrimped terminal will. be contained between 
the fixed and movable crimping dies and the ram 32 will 
be in a partially lowered position. During the operating 
cycle, the ram 32 will move relatively downwardly from 
the position shown in FIG. 2 until the spring 202 is 
compressed as explained above, and the pins 198 `are at 
the upper limit of their relative motion within the slots 
200. It is desirable, however, to be able to move the die 
mounting block 192 upwardly independently of the ram 
thereby to raise the movable crimping dies when it is 
necessary to thread a new terminal tape into the appara 
tus or for other servicing purposes. This is accomplished 
by means of a pin 204 extending laterally from the side 
of the die mounting block 192 above a reduced end 206 
of the arm 208. Referring to FIG. 49, the arm 208 ex 
tends rearwardly and is pivotally mounted at 210 on a 
bracket 212 secured to the right hand (as viewed in 
FIG. 3) side of the press frame.. Arm 208 is raised by 
means of a roller or bearing 214 which extends through a 
horizontally extending slot 216 in the arm 208 which is 
eccentrically mounted on a short shaft 218. The shaft 218 
is rotatably mounted in the bracket 212 and is provided 
with a handle 220. It will be apparent that when the 
handle is moved upwardly from the position of FIG. 9 
to the position of FIG. 10, the reduced end 206 of the 
arm 208 will engage the pin 204 and raise the tool mount 
ing block relative to the press ram. 

In the disclosed embodiment, :a depending hook 224 
is provided on the arm 208 and is interengaged with a 
similar hook 226 on the upper surface of the belt re 
taining plate 138. It will thus be :apparent that when the 
tool mounting block 192 is raised, the retaining plate 
138 will also be raised so that the operator can thread a 
new belt through the apparatus by merely laying its sur 
face against the upper surface of the block 72. 
The disclosed embodiment is also provided with ‘a 

safety feature in the form of a switch 221 mounted on 
the previously identified bracket 212 and having a switch 
arm 222 in engagement with the surface of the shaft 218. 
In the immediate vicinity of the switch arm, the surface 
of the shaft is ground iiat so that the switch arm occupies 
its normal position when the hanche 220l is in the position 
of FIG. 2, that is, when the applicator is being operated. 
When the handle 220 is raised, however, switch arm 222 
is swung inwardly to open the switch 221 which is suitably 
wired in with the control circuits for the applicator in a 
manner such that the motor is deenergized when the 
handle 220 is raised. 

After the leading terminal of the tape has been crimped 
onto the wire, and after the upper or movable dies have 
been raised from the position of FIGS. 5 and 6, the 
crimped termination is ejected laterally by means of an 
ejector arm 228 pivotally connected by pin 230 between 
the ears of an arm 232 which is secured to a pivot pin 
234. The pivotal mounting of the arm 228 on the boss 232 
permits the arm itself to be moved laterally or forwardly 
away from the crimping zone, again for purposes of serv 
icing or repair. The pin 234 extends through the tool 
mounting block 170 and has a plate 236 secured to its 
rearward end. This plate extends past an arm 242 of the 
previously identified yoke member and has an elongated 
slot which receives the pin extending from the arm 242, 
the arrangement being such that during downward move 
ment of the connecting ‘rod `104, the ejector arm 228 is 
moved along an arcuate path in a clockwise direction as 
viewed in FIG. 3 to push the completed termination 
laterally away from the crimping zone. The convenience 
and importance of this feature will be apparent from a 
description of the operating cycle which follows. 
At the beginning of the operating cycle, the parts will 

be in the position of FIGS. 2 and 3 with an uncrimped 
terminal located between the partially closed dies. The 
die holder 192 will be in its lowered position relative to 
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the press ram 32 as, indicated by positions of the pins 
198 in FIG. 3 and by the fact that the spring 202 is in its 
extended condition. The operator first inserts the stripped 
end 16 of a wire 18 into the terminal and engages the 
clutch S2 to drive the eccentric plate 48 through a single 
revolution. During the initial portion of the stroke, the 
ram moves relatively downwardly until the lost motion 
between the ram and the die holding block 192 is taken 
out. Thereafter, the ram moves a further portion of its 
downward stroke to crimp the ferrule of the terminal onto 
the wire. During this interval, and while the crimped ter 
mination is being held between the fixed and movable dies 
(FIGS. 5 and 6), the connecting rod 148 is moved right 
wardly under the influence of the cam plate 1516 thereby 
to move the belt feed support block 72 from the position 
of FIG. 5 to the position of FIG. 6. Since the terminal is 
being held firmly between the dies 176, 178, and 186, 188, 
the belt is pulled away from the terminal so that the 
tongue portion of the terminal is broken away from the 
belt. The block 72 then returns to its starting position and, ~ 
in fact, the terminal may be reinserted into the belt be 
tween the strips 4, 6 although it will not be gripped tightly 
since the weldments 10 will have been broken. There 
after, as the ram 32 moves upwardly, the arm 228 moves 
through a clockwise arc to eject the completed termination 
from the crimping zone and the belt feed mechanism is 
actuated by the connecting rod 104 to advance the belt 
and position an uncrimped terminal between the crimping 
dies. During the final portion of the cycle, the ram 
decends partially until the dies surround the uncrimped 
terminal and the parts return to the positions of FIG. 3. 
A significant advantage of the disclosed embodiment 

of the invention is that the crimped termination is sepa 
rated from the belt after crimping and in a positive manner 
without the neeed of any particular manipulative steps on 
the part of the operator. The significance of this ad 
vantage becomes apparent and is recognized that the com 
plete operating cycle for a conventional crimping appara 
tus takes only a fraction of a second after the wire has 
been inserted and during this interval, the terminal is 
crimped onto the wire, the -belt is fed a distance equal to 
the spacing between adjacent terminals, and the crimped 
terminal must be removed from the vicinity of the belt. 
The operator holding the wire must thus follow the right 
ward movement of the belt during the final portion of the 
operating cycle if he is to remove the terminal from be 
tween the crimping dies prior to arrival of the next termi 
nal of the belt and partial ascent of the dies. If he does 
not so remove the terminals from between the dies, the 
dies will possibly damage the previously crimped termi 
nation and possibly capture this termination along with 
the new fed terminal thereby partially compressing the 
newly fed terminal and ruining it. The speed of the cycle 
is, however, such that the operator can not follow the belt 
v‘manually so that the rightward thrust imposed on the wire 
by the arm 228 overcomes any resistance which the 
operator may unconscienciously exert and the terminal is 
effectively removed from the crimping zone. 
A further advantage of the invention is that the un 

crimped terminal is accurately located at the beginning 
of the operating cycle by the dies which entirely surround 
the terminal and restrain it against undesired movement. 
Additionally, it will be noted that the terminal is held 
by the dies while the belt is being moved rearwardly so 
that no strain is imposed on the crimped connection. 
As previously noted, a substantial length of the termi 

nal belt 2 is engaged by the terminal feed belt. The termi 
nal belt itself may be of relatively weak material and 
intends to break if it is pulled by only a few teeth engag 
ing two or more perforations. In the disclosed embodi 
ment, a substantial number of perforations extending be 
tween the sprocket wheels all engage the belt so that 
even a weak material can be accommodated, 

Changes in construction will occur to those skilled in 
the art and various apparently different modifications and 
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embodiments may be made without departing from the 
scope of the invention. The matter set forth in the fore 
going description and accompanying drawings is offered 
by way of illustration only. 
What is claimed is: 
l. Apparatus for crimping electrical connecting devices 

onto wires, said connecting devices being secured to a belt 
in side-by-side relationship with their axes extending later 
ally of said belt, said apparatus comprising: 

a pair of cooperable crimping dies, said dies being mov 
able relatively towards and away from each other to 
crimp a connecting device located therebetween onto 
a wire, . 

belt feeding means including belt guiding means on 
one side of said dies, said belt guiding means being 
effective to guide said belt along a path extending 
past said dies on said one side thereof thereby to 
locate the leading terminal on said belt between said 
dies, and 

belt moving means for moving said belt guiding means 
relatively away from said dies while said dies are in 
their closed condition and in engagement with a 
crimped terminal thereon to break said crimped ter 
minal away from said belt. 

2. A device as set forth in claim 1 wherein said feeding 
means comprises sprocket means. 

3. A device as set forth in claim 1 wherein said feeding 
means comprises a block having sprocket means thereon, 
said sprocket means being engageable with said belt to 
advance said belt over said block, said belt moving means 
comprising means for moving said block away from said 
dies. 

4. A device as set forth in claim 1 including ejector 
means adjacent to said dies, said ejector means being 
movable in the direction of feeding of said belt after 
retraction of said belt feeding means thereby to eject a 
crimped connector from between said dies. 

5. Apparatus for crimping electrical terminals onto 
wires, said terminals being in the form of a continuous 
strip and being removable from said strip upon relative 
axial movement thereof away from said strip, said ap 
paratus comprising: 

a crimping die and a crimping anvil, said die and anvil 
being movable relatively towards and away from 
each other along a~iirst predetermined path between 
open and closed positions, 

strip feeding means for feeding said strip along a second 
predetermined path which extends transversely of said 
first predetermined path, said strip feeding means 
being movable between first and second positions, 
the leading terminal on said strip being on said first 
predetermined path when said strip feeding means 
is in said first position and said strip being beside 
and spaced from, said first predetermined path when 
said strip feeding mean is in said second position, and 

actuating means effective to move said die and anvil 
relatively towards each other to said closed position 
and to move said strip feeding means from said first 
position to said second position while said die and 
anvil are in said closed position whereby, 

o said leading terminal is crimped onto a wire and is re 
moved from said strip when said strip is moved to said 
second position. 

6. Apparatus as set forth in claim 5 wherein said feed 
ing means comprises sprocket means. 

7. Apparatus as set forth in claim 5 including ejector 
mean engageable with said leading terminal and movable 
parallel to said first path, said actuating means including 
means for actuating said ejector means subsequent to 
crimping of said leading terminal onto a wire. 
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